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Record No: M=5b=2bY
Report No: |

Cor.;rol No. 13217

MUCGRAW HORGAN -

Made tor:
p_ ol BOX 29 Sheet 1 of 2

Richmo
Qw-483 SUGGESTED FORMAT FOR PRngDUR%zééALIFICATION RECORD (PQR)
(See QW-201.2, Section IX, ASME Boiler and Pressure Vessel Code)

Record Actual Conditions Used to Weld Test Coupon.

Company Name
Procedure Qualification Hecord No.

Mc_Gr_a_w_-MprginA._lnc.v._‘.A g
LBk

WPS No.
Welding Process{es) GTAW

_ pste_August 29, 1985

Types (Manual, Automatic, Semi-Auto.) Mepued. e o o

JOINTS (Qw-402)

Vv

/4‘SVEC—.=L 5 VEG.

/>\ l‘ 317 DB4. MAX
V—Sf—?

172““"',-—' |,___ 174 sk, BoT wor

Greater. Tean g
H 3

d eq

(For combination qualifications, the deposited weld metal thickness shall be recorded fot each filler metal or process used.)

Groove Design of Test Coupon

BASE METALS (owmm POSTWELD HEAT TREATMENT (QW-407)
Material Spec. 210 Temperature ired
Type or Grade. GY‘ Al Time
P-No to P.No._1 Other.
Thickness of Test Coupon__° 286
Diameter of Test Coupon 2.375 .
Other '
GAS (QW-408) -
Type of Gas or Gases ____Argon
Composition of Gas Mixture lflﬂl
Other.
b -
FILLER METALS (QW-404)
Weld Metal Analysis A-No.
Size of Filler Metal 3/ 32" . ELECTRICAL CHARACTERISTICS (QW-409)
Filler Metal F-No. Current Direct :
SFA Specification_ 9. 18 ! Polarity Straight
AWS Classification_ER 70 S-2 Amps. 80 - 85 Volts
Other ol Tungsten Electrode Size
Other
POSITION (QW-405) . o . | TECHNIQUE (QW-410)
Position of Groove ‘_ .| Travel Speed N A s
Weld Progression (Uphill, Downhill) ____Uphi11 String or Weave Bead __WEaVE
Other - Oscillation___N_A v
Multipass or Single Pass (per side) Mult 'ip le
Single or Multiple Electrodes Multi n le
PREHEAT (QW-406) Other
Preheat Temp. 50° F
Interpass Temp.
Other.

(6/83)

This torm (EO0007) may be obtained from the Order Dept., ASME, 345 E. 47th St., New York, N.Y. 10017






ab

. . Record No: M-56-269 Made for: *McGraw Morgan T v age T O emanT.

Report No: 1 P.0. Box 2954
' Control No. 13217 Richmond, VA 23235
: A QW-483 (Back)
PQR No. 2
Tensile Test (QW-150) S
Ultimate Ultimate Type of
Specimen Total Load Unit Stress . Failure &
No. Width Thickness Area Ib psi Location
A B B 986 .286 2245 14,450 [ _ 64,365 Broke out of
S A disgal. 786 .287 .2256 14,450 | . 64,051 [Broke out of
Guided-Bend Tests (QW-160) )
Type and Figure No. s Result
3A_- Face = No visible defects Satisfactory
_bA - Root_- (1) 1/16" crack Satisfactory
5A - Face - No visible defects Satisfactory
L 6A - Root = (1) 1/32% crack _Satisfactory
Toughness Tests (QW-170)
Specimen Notch Notch Test Impact Lateral Exp. __Drop Weight
No. Location Type Temp. Values % Shear Mils _ Bseak No Break
Fillet-Weld Test (QW-180)
Result — Sltidaaocy Yes .. . Mgl NG Penetration into Parent Metal: Yes X No
* Macro—Resuits R SR = -
Other Tests
Type of Tost: - pa I i = L
Deposit Analysis S e e ) Y S
Other sy ! = e
Welder's Name __Richard Dunlap_ . _ 275 COC~ ... g i Eiiindd’ g g 1

Tests conducted by: Froehling & Robertson, i;‘.C:. » “C_. t. Crim  aboratory Te;t No. 13217 _8_/_29/8—5—__

We certify that the statements in this record are correct and thil the test welds were preprared, welded and tested in accordance with
the requirements of Section IX of the ASME Code.

Manufacturer McG awA_-Morgan., Inc..

Owe August 29, 1985 B / ; C,)’Vlﬂ .

¢ type and number of tests req d by the Code.)

Please note that laboratory te only by Froehling & Robertson, Inc.
Prepared specimens and procedure data submitted by McGraw Morgan.






: ' Caetad ofi 2

QW-482 SUGGESTED FORMAT FOR WELDING PROCEDURE SPECIFICATION (WPS)
(See QW-201.1, Section IX, ASME Boiler and Pressure Vessel Code)

Company Name_MCGraw-Morgan, Inc. gy:__Curtis Morgan
Welding Procedure Specification No 11 B Date 8-23-85 Supporting PQR No.(s). 11 B
Revision No. Date 1. I
Welding Process(es)__ GTAW Typels) Manual
(Automatic, Manual, Machine, or Semi-Auto.).

JOINTS (QW-402) Details

Joint Design____V-Groove V , ;

Backing (Yes) (No) X : " > 45046, 5 0EA.

Backing Material (Type) None ; - / 3

v

Sketches, Production Drawings, Weld Symbols or Written Description
should show the general arrangement of the parts to be welded. Where
applicable, the root spacin§ and the details of weld groove may be
specified. vt g

(At the option of the Mfgr., sketches may be attached to illustrate joint ¥ ] H
design, weld layers and bead sequence, e.g. for notch toughness proce-

dures, for multiple process procedures, etc.) (d) 66

*BASE METALS (QwW-403)

P-No Group No.
OR

Specification type and grade SA 210 Gl" Al

to Specification type and grade SA 210 _Gr Al
OR

Chem. Analysis and Mech. Prop.

to Chem. Analysis and Mech. Prop.

1

to P-No._l,__.Group No. P

Thickness Range: 1 X
Base Metai: Groove__1/16" to ,520" - Fillet
Deposited Weld Metal: <Groove : 3 Fillet
Pipe Dia. Range: Groove___OVeEr 1“ ; Fillet .
Other.
*FILLER METALS (QW-404)
F-No. 6 Other
A-No. 1 ' : Other

Spec. No. (SFA)___9.18
AWS No. (Class) ER 70 S-2
Size of filler métals 3/32"

- .,

(Electrode, Cold Wire, Hot Wire, etc.)

Electrode-Flux (Class) : e
<Flux Trade Name

Consumable In-ert : -€ I Eaails s s e . 3%

*Each base metal-filler metal combination should be recorded individually.
-

(6/82) This form (E00006) may bLe obtained from the Order Dept., ASME, 345 E. 47 St., N.Y., N.Y. 10017






QW-482 (Back)

WPSNo.. . __ Rev.___ ___

POSITIONS (QW-405) POSTWELD HEAT TREATMENT (QwW-407)

Position(s) of Groove 6 G O SRR s Amioemay Temperoture Range No

Welding Progression: Up X Down Time Range

Position(s) of Fillet

Ak e GAS (QW-408)

PREHEAT (QW-406) Shielding Gas(es)___Argon

Preheat Temp. Miri. 50° ; Percent Composition {mixtu:es) 100%

lmerpass Temp. Mau .

Preheat Maintenance Flow Rate 30 - 35 CFN

{Continuous or special heating where applicable should be recorded) Gas Backing Not Used

Trailing Shielding Gas Compasition

ELECTRICAL CHARACTERISTICS (QW-409)
Current AC or DC DC Polarity i
Amps (Range)_80 - 85 Volts (Range) 13 - 16 .
(Amps and volts range should be recorded for nch electrode size,

position, and thickness, etc. This information may be listed in a tab-
ular form similar to that shown below.)

Tungsten Electrode Size and Type 31/17" . 2% Thoriated . =2 =
- (Pure Tungsten, 2% Thoriated, etc.)

Mode of Metal Transfer for GMAW__Not Required

(Spray arc, short circuiting arc, ete.)

Electrode Wire feed speed range ____Not Rﬂqu ired M e e B

“TECHNIQUE (QW-410)

String or Weave Bead__String or weave may he used

Orifice or Gas Cup Size _ﬂ

Initial lﬂd Interpass Cleanmg (Brushing, Gdndmg, etc. )MW

Method of Back Gouging__NOt Used ;

Oscittation__N.A. - i

Contact Tube to Work Distance__N.A.

Muttiple or Single Pass (per side]__Multiple : Sl e e RS
Muttiple or Single Electrodes Multiple g :

Travel Speed (Range) N.A. LS e XS SR .
Peening___NO Peening_A1llowed

Other Ul S R 3 =
g N ket
Filler Metal Current
Other
(e.g., Remarks, Com-
& Travel ments, Hot Wire
Weld Type Amp. Volt Speed Addition, Technique,
Layer(s) ~ Process Class Dia. Polar.‘ Range Range Range Torch Angle, Etc.)

- —— e e — . 1 TR

(6/82)






- Electrical Characteristics (QW-409) Current pC Polarity . Straight

Fuctun Test (Describe the location, nature and size of any crack or tearing of the specimen)

QwW-484 SUGGESTED FORMAT FOR MANUFACTURER'S RECORD OF WELDER OR WELDING OPERATOR 2, hh 0%
QUALIFICATION TESTS T ;
(See QW-301, Section IX, ASME Bonler and Pressure Vessel Code)

Welder Name _C, Nicholas . Check No. Stamp No.

Welding Process __GTAN, ; _ Type _Manual

In accordance with Welding Procedure Specification (WPS) 11

Backing (QW-402) Not Used

Material (QW-403) Spec. ____SA 178 A to SA 178 A of P-No. __1 to P-No.
: Thickness . 180" . Dia. d

Filler Metal (QW-404) Spec. No. 5.18 Class No. ___ER 70S-2 F-No.

Other A No, 1
Position (QW-405) (1G, 2G, 6G) : (1]
Gas (QW-408) Type Argon ; % Composition 1002

Weld Progression (QW-41 0)
Other

; y . For Information Only
Filler Metal Diameter and Trade Name :

Submerged Arc Flux Trade Name
Gas Metal Arc Welding Shield Gas Trade N-me

Guided Bond Test Results QW482.2(|), QW-462.3(a), QW-462.3(b)
Type and Fig. No. : Result

Radiographic Test Results (QW-304 & OWQOS)
For alternative qualification of groove welds by radiography

M;ﬂnphic Results: ‘
: Fillet Weld Test leh [See QW-462.4(a), QW-482.4(b)]

Length and Per Cent of Defects : ___ inches & %

Ma_ero Test—Fusion - ) »

Appearance—Fillet Size (leg) in. X in. Convexity in. or Concavity

Test Conducted by __D.L. Fricke N.D.E. Laborstory—Test No. : 5

We certify that the statements in this record are correct and that the test welds were ‘prepared, woldod and tested in accordance with lh.

roquinments of Sections IX of the ASME Code. R

' , Organization ! -
Date September 24, 1985 ; - By EE Sise 111 & L. . _ o

{Detail of record of tests are illustrative only and may be modifiegd,to conform to the type ‘and number of tests required by the Code.)
NOTE: Any essential variables in addition to those above shall rded.

(6/30/78) ; This form (E00008) may be obtsined from the Order Dept., ASME, 345 E. 47 St., New York, N.Y. 10017
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QW-482 SUGGESTED FORMAT FOR WELDING PROCEDURE SPECIFICATION (WPS)
(See QW-201.1, Section 1X, ASME Boiler and Pressure Vessel Code)

Company Name MCGRAW-MORGAN, INC. ~James C. Morgan Q.C.M.

Rkl 2, L3 BV et
Welding Procedure Specification No. __UBS:MM-_Z_ Date 6-2-82 Supporting PQR No.(s) .EQR:MM.-_Z =

Revision No. _ .. —_ Date LR
Welding Process(es) . SMAW 2 25 Typelel s Manual -
(Automatic, Manual, Machine, or Semi-Auto.)
JOINTS (QW-402) . Detnils,, . ¥
Joint Design Single  V-Groove s 1372/+20%
Backing (Yes) . R MR
Backing Material (Type) oo s |
Sketches, Production Drawings, Weld Symbols or Written De- | |
scription should show the general arrangemunt of the parts 1
be welded. Where applicable, the root spacing and the details i
of weld groove may be specified. l . Oz 5
(At the option of the Mfgr., sketches may be attached to illustrate - | b 7 “ @ n/
joint design, weld layers and bead sequence, e.g. for notch —.1 & - lco
toughness procedures, for multiple process procedures, etc.)
*BASE METALS (Qw-403)
PNo. 1 _GroupNo._1 ___ toP-No....1_  Group No. e & am e
OR g
Specification fype sndigraden s A 192 © oL ogel
to Specification type and grade - SA_ 192 = . _ L T B i Y
OR
Chem. Analysis and Mech. Prop. . ____ _ s ST DT T S N
to Chem. Analysis and Mech. Prop. —— . .. . . __ . . . . S
Thickness Range:
Base Metal: Groove 1/16" t_O.-.;44 . Falley o s
Deposited Weld Metal "
Pipe Dia. Range: Groove 1" & pver . i Fillet —
Other
*FILLER METALS (QW-404) ; |
F-No. & : Other ___ !
A-No. g I I RO 2 |, | | (b ; g
Spec.No. (SFA) - .S.1 &8.6. i |
AWS'No. (Class). - . EPOTRETSEY e S |
Size of filler metals -3/ 32— e e
g (Eiectrode, Cold Wire, Hot Wire, #ic.) e
| Electrode-Flux (Class) N.R.. —-
Flux Trade Name _ Jetweld LH=70 g — |
Consumable Insert i it J

*Each base metal-filler metal combination should be recorded individually.

(6/30/79) This form (E00006) may be obtained from the Order Dept., ASME, 345 E. 47 St.,, N.Y., N.Y. 10017



QW-482 (Back)

POSITIONS (QW-405) N

POSTWELD HEAT TREATMENT (QW-407)

Position(s) of Groove 6G 0 Temperature Range
Waelding Progression: Up A Down Time Range
Position(s) of Fillet
.3 GAS (Qw-408)
PREHEAT (QW-406) 50°F Shielding Gas(es)

Prehsat Temp. Min.

Interpass Temp. Max.

Percent Composition (mixtures)

Prehest Maintenance

(Continuous or special heating where applicable
should be recorded)

Flow Rate

Gas Backing
Trailing Shielding Gas Composition

ELECTRICAL CHARACTERISTICS (QW-409)

Current AC or DC
Amps (Range)

Polarity _REVerse
Volts (Range) —25—35—
(Amps and volts range should be recorded for each electrode

size, position, and thickness, etc. This information may be

listed in a tabular form simiilar to that shown below.)
Tungsten Electrode Size and Type

Mode of Metal Transfer for GMAW

(Pure Tungsten, 2% Thoristed. etc.)

Electrode Wire feed speed range

(Spray arc, short circulting erc, efc.)

TECHNIQUE (QW-410)
Stringer

String or Weave Bead
Orifice or Gas Cup Size

Initial and Interpass Cleaning (Brushing, Grinding,

oc)__ Brushing & Grinding

Method of Back Gouging

Oscillation

Contact Tube to Work Distance

Muttiple or Single Pass (per side) MuTtipTe

Multiple or Single Electrodes
Travel Speed (Range)

R, & 7 )AL (T T T T TR

b
b, = —

Peening
Other
Filler Meotal Current Bk
Travel ark
Weld "Type Amp Volt Speed :.‘;: ..?‘gf‘zz'.‘. e
Layer(s) Process Class Dia. Polar. Range Range Range Angle, Etc.
Root ;
Filler |SMAW | E-7018 | 3/32 Rev. |[100-110; 25-35 |
& Coven ! . ’
| —
| |
| |




QW-483 SUGGESTED FORMAT FOR PROCEDURE QUALIFICATION RECORD (PQR)
(See QW-201.2, Section IX, ASME Boiler and Pressure Vessel Code)

McGRAW-MORGAN, INC.

Company Name

Procedure Qualification Record No. PQR i MM - 2
wesNo. . WPS - MM - 2

Welding Process(es) g SMA“ Mo TN P
Types (Manual, Automatic, Semi-Auto.) ___ . _ ,M.a_m,@]

- 800 Research Road - Richmond, VA 23235

pate  6/2/82

JOINTS (QW-402)

-7/120
e

!

Groove Design Used

"4 L
"" - e

BASE METALS (QW-403)
Material Spec. _SA - 192

Type or Grade G R =

P - No. 1 G.!‘; i 1 rsto P-No, o .' Gr: .l
Thickness 0“ s o

Diameter . ZLQQO."_ Q..D.- e s e e R
Other. .. ... =52 R s 2

POSTWELD HEAT TREATMENT (QW-407)

Temperature

Time gL . Ay T . ol
Other

FILLER METALS (QW-404)

GAS (Qw-408)

Jype of Gas or Gases ' .. .S B e L o Ll T
Composition of Gas Mixture .. .. . ... _ __ ... ..

Other

Waeld Metal Analysis A - N% 1 =
! Size of Electrode . / 32 o e s 3 il ELECTRICAL CHARACTERISTICS (QW-409)
Filler Metal F-No. . __ . 5 ; s, i B A Current _ irect o e R et
SFA Specification __54-‘.1 & 5-5 Polarity .. R.eV_er_S_e B T et 1 oy, 2
AWS Classification E - 7018 Amps. 2108 Voits .30
(O JETWELD LW - 70 T T T e L e e
POSITION (QW-405) TECHNIQUE (QW-410)
Position of Groove &3 6 G Travel Speed . - . . ; S L 2
i Weld Progression (Uphill, Downhill) . UPHILL String or Weave Bead B o
| Other RV, e abl AN o 4.5 Oscillation ; -
! e e e Multipass or Single Pass (per side) . ggthELE .

|

| PREHEAT (QW-406)

. Preheat Temp.

' Interpass Temp.
Jther

50 Degree F

Single or Multiple Electrodes
Other . bl S

(6/30/78)

This form (EQ0007) may be obtamned trom the Order Dept., ASME, 345 E. 47th St., New York, N.Y.

10017



QW-483 (Back)

Tensile Test (QW-150!

f } I i Nlumate | "Jivmate Character of |
Specimen ! Tutal Load ! it Stress Failure &

No. Width | Thickness Area . Ib. | psi X i Location
BER RS 4308 =472 9,864 ' 56,686  proke out of W¢ld
| ' ¥ | :

pe 2 B - TR OOR, . , -1464 8,756 57,284 qBrbﬁé”buf“beW§1d e
i i ! j J
Guided Bend Tests (QW-160)
J Type and Figure No. Result
~ D - 3 - Face Bend - Satisfactory —_ 1. D.-5-Root Bend - Satisfactory . .. 4
_ _No_Visable Defects = LY No Visaple Defects . . . ,]
" D.- 4 _Face Benc. - Satisfactory . _ D - 6 - Reat Bend - Satisfactory . .
No Visahle Defects No Visahle Defects
Toughness Tests (QW-170)
( Specimen Notch ! Notch Test Impact ! teral Exp. i Drop Weight
No. Location Type Temp. Values ' % Shear Mils Break No Break
‘ - — -
| ; i ¥ Stk s S
Fillet Weld Test (QW-180)
Result — Satisfactory: Yes . . . . . - -. N a2 ___Penetration into Parent Metal: Yes - No — =
Macro—Results __ B0 LD i B . N TR ons - 1% e 3
Other Tests
Type of Test _ INTLOEIse 3 e AL I A APl
Deposit Analysis o Do S b= o
Other . ! T T SRR
Welder's Name .. \rh_'lHam Dun]ap Clock No. " Stamp No. D -1

Tests conducted by" LeHigh Testing Laboratory

We cenrtify that the statements 'n this record are correct and that the
the requirements of Section X of the ASME Code.

Manufacturer
bate June 2, 1982 &

(Detail of racord of tests are illustrative only and may be modmod to contu: .

Laboratory Test No.
test welds were preprared, welded and tested in lccordnnco with

CGRAW-MORGAN,

James C. Mo)r/g’%n Q.C.M.
type and number of tgSt ‘equired by the Code.)

INC.




QW-484 SUGGESTED FORMAT FOR MANUFACTURER'S RECORD OF WELDER OR WELDING OPERATOR
QUALIFICATION TESTS /
(See QW-301, Section 1X, ASME Boiler and Pressure Vessel Code)

Welder Name  Ray C. Clark ot I MONSEK N, e N S e T Stamp No. N/A
Welding Process SMAW Ha s L TR . o SMANUARS T A2y
In accordance with Welding Procedure Specification (wps) | MM=2 e " i
Backing (QW-402) . PR S Gl A e L e
Matenal (QW-403) Spec. ASTMAS3 to ASTM A53 sl ofP-No. . 1 . AEPND; v L e
Thickness +276 et L ooDib. 2. 7/8.0D: / 2% .sch 80
Filler Metal (QW-404) Spec. No. SA233 SasCe O NG - EBOLD ik ENer NJA.
Other Lo N/A 23 P e il 2 AMMIDTIG o ol el RS
Position (QW-405) (1G, 26,60) LGS S : A
Gas (QW-408) Type . N/A A I ol g L % Composition _ ... __N/A _
Electrical Characteristics (QW-409) Current DIR_E.CI IR L . UPolarity n xREVERSE. "
Weld Progr&s;xm (QW-410) .. UPHILL R i T s R SIS et
Other L e § Il ; B
For Infgrmation On|
Filler Metal Diameter and Trade Name FLEET_ _W_E_I:IB__ ..3.7.3_2__.*_1‘./8v
Submerged Arc Flux Trade Name . e =
Gas Metal Arc Welding Shield Gas Trade Name S s RO P S e e R P ity
Guided Bend Test Results QW-462.2(a), QW-462.3(a), QW-462.3(b)
Type and Fig. No. Result

[ :

Radiographic Test Results (QW-304 & QW-305)
ACCEPT For alternative qualification of groove welds by radiography

T o et . | e i+ e e e & - — ——

Radiographic Results:

Fillet Weld Test Resulits ([See QW-462.4(a), QW462.4(b))
Fracture Test (Describe the location, nature and size of any crack or tearing of the specimen) __

Length and Per Cent of Defects ... inches %

Macro Test—Fusion o R R o4

Appearance—Fillet Size (leg) o2 SRS in, X in. Convexity...___________in. or Concavity in.
T e Ry ‘2 R AR T i o S D . Lo 856-84—" ....................................

Test Conducted by Jndustrial NDT Co., Inc.—------— Laboratory—Test No. °Z2. e e -

We cerufy that the statements in this record are correct and that the test welds were prepared, welded and tested in accordance with the
requirements of Sections IX of the ASME Code.

Date . EL / ¥y /7632, <

(Detail of record of tests are illustrative only and may be modified to confor
NOTE: Any essential variables in addition to those above shall be recorded.

(6/30/78) This form (EQ0008) may be obtained from the Order Dept., ASME, 345 E. 47 St., New York, N.Y,. 10017







\\\NN December 18, 1985

Navidl Facilities Contracting Office
OICT/Building—1005
Camp Lejeune, North Carolina 28542

Bentlemen:

Re: CONTRACT NO. N62470-98-C-3045
PROCEDURE FOR REPLACING TUBE

In accordance with your request, our procedure for replacing the tube
in which we a¢cidentally knocked a hole will be the folIlowingy

1. After removal of bad tube, we will examine the tube holes in bot}
the drum and header to insure uniformity and to insure acceptability
of the new tube.

2. The holes will be cleaned of any foreign matter that might prevent
aagood metal to metal seal.

3. The tube will be checked for proper material specification, size
and wall thickness.

4. The tube ends will be saaded and cleaned for insertion into the
holes on the header and drum.

S. The tube will be inserted and both ends checked for proper stock
in the drum and header.

6. ®he tube will be rolled by an air tube motor on both ends using
hams, universal joints and straight drives as required.

7. The boiler will be hydrostatic tested to insure tightness of the
new tube. This hydro test will be witnessed and approved by your
Boiler Inspector.

I hope the above meets your approval and please advise if you have any
questions.

I apologize for punching a Jole in this tube but this cag be expected
while performing the work we are doing.

Continued






TINSPECTION REPORT-BOILERS

NAVFAC 9-11014/4113/67)

DATE OF INSPECTION

223= X3

S::;)grsedes NAVDOCKS 2544
S/N 0105-004-0000

TYPE OF INSPECTION

A INTERNAL & INTERNAL & EXTERNAL c OPERA-
EXTERNAL WITH PRESSURE TEST fTiONA‘_
1. FROM 14. s
/_7 2 , , . CERTIFICATE ISSUED [y | YES NO
QL [ANT NAVEACENGCors W= Pi @i s @ =302«

15. BOILER INSPECTOR

C E upp Corf CouPlefevwi NC [T Desdlr: =7

BOILER DATA

¥ PR Na‘\?l NAL BOARD NO.

3. MANUFACTURER

“

T L rrr SToliswe

Moy E88 o

16. REASON FOR NOT ISSUING CERTIFICATE

4. FROPERTY NO./ . MFG. SERIAL NO. 6. MFG. MODEL NO.

B. YEAR BUILT/ g 7 Z/

2~ IN"w &

7. BUILDING NO- 9. CAPACITY

[ 700

/9%

/e ¢, oo F 42

10. FUEL (Check) 11. PRESSURE
DESIGNED OPERATING TEST
I)L'I COAL l l oiL I [GAS I q,l psi /5‘) psi psi
12. FEED WATER TREATMENT 3 13. TYPE
WATER FIRE
I l SATISFACTORY l l UNSATISFACTORY x TUBE TUBE l IC~ I

17. BOILER USE

»

15 COMBUSTION

/“Le R 4 co,

L%
3
HepT/NG v
0O.FLUE GAS TEM RATURE

% EXCESS O,

18. COMBUSTION CONTROL (Mfg. Name)

FiPEUE

T

AFTER BOILER.&S_'_'.F s+ AFTERHEATTRAP L. 3F

SAFETY DEVICES

SAFETY VALVES

21. MANUFACTURER

“orrs L;(/L}TEC{ » i

22. NUMBER AND SIZE

3

24. CONDITION

3. 7}5 TING
75 o,

f7.3-777

STEAM PRESSURE GAUGE

25. MANUFACTURER

ASherei=T

26. CORRECTIONS
WATER LEG CONSTANT

psi; OTHER_ ________ psi

27. REASON (F NOT TESTED

FIRING EQUIPMENT

I TEM IN SERVICE

ALTERNATE

28. MANUFACTURER F-IQB Eﬁ ‘ 0‘1\[_ 5[,/£b/é~£_

I leey SFpfsse

Eyr

29. TYPE

/ 2 )
HAE) 70 & LGS

FaA

30 FUEL GRADE

Conl

31. INSPECTOR'S COMMENTS

Aﬂéﬁ° vARPY

ATTACHMENT(S) (Check) 33. SIGNATURE

w
~

l ' COPY OF INSPECTOR'S REPORT

R ) Lo

VIRGIL 0, RISSELLN

_ T T e
[ s5itens 11073 “yntatetes ,%%ZW U.7¢ wztl s
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